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Work Order ID 57529 LULU Page 1 


April 8, 2010 8:12:29 AM 


a A y Api LS | 


Revision ID: / 

Item Names ek / sop AIN 
Start Date: 4/08/10 Start Qty: 12.00 LULU Cust Item ID: 

Required Date: 4/15/10 Req'd Qty: 12.00 A Customer: 


Reference: 
| Run seart MTN 
Approvals: Process Plan: Date: _ Tooling: Í Date: ets 
i Sto 
oc: Date: SPC (YN) Date: a 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 

Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr | 
D3536 Rev A f 

100 0.00 | 

AN A nah 

Waterjet Memo 0.00 

FLOW CNC Waterjet 1-Cut as per Dwg D3536 Dwg Rev: OProg Rev: A 2- 


Deburr if necessary 


D 


110 QC2- Inspect parts off machine FAI/FAIB 0.00 


ONT 
OC 


Quality Control 


WR 10-YAY 


Memo 0.00 


120 QC8- Inspect parts - second check 0.00 
NI] | S elo ED 
QC Memo 0.00 


Quality Control 


x 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE ¡ STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 
Approval 


QC Inspector 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 57529 
April 8, 2010 8:12:30 AM 


Page 2 


Item ID: 


D3536.23 SE NU seee s.. II 
Revision ID: 
Item Name: — Gas sop ON 
Start Date: 4/08/10 StartQty: 12.00 IDN Cust Item ID: 
Required Date: 4/15/10 Req'd Qty: 12.00 II III II II Customer: 
Reference: 

Run Stare III 

Approvals: Process Plan: Date: _ Tooling: Date: F 

oc: Date: SPC (WN: Date “PTAA A 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
130 Identify as per dwg @ Stock rocio | \ 0.00 
TIET lo 2424S: Q SS 
Packaging Memo 0.00 
Packaging I š 

vio? 

140 QC21- Final Inspection - Work Order Release 0.00 Ee i ) 
IIIIIIIII fp loy lal 
QC Memo 0.00 


Quality Control 


AMF Jo -4-Ib 


Dart Aerospace Ltd 
W/O: 


Part No: PAR +: 


Resolution: 


NOTE: Date 8 initial all entries 


H:MFORMS Quality Assurancelapproved QA\NCRWO RevE 


Approval 
DATE | STEP PROCEDURE CHANGE By Chief Eng / pepe oval 
Prod Mar nspector 


WORK ORDER NON-CONFORMANCE (NCR) 


ee Corrective Action Section B a 
Description of NC — - — - Verification | Approval | Approval 
DATE | STEP de A Initial Action Description Sign & Section C Chief Eng | QC inspector 
Chief Eng Chief Eng Date 


WORK ORDER CHANGES 


Fault Category: NCR: Yes No DQA: Date: 
Disposition: QA: N/C Closed: Date: 


` Picklist Print 
April 8, 2010 8:12:29 AM 
Apr f ua ` 8 a 
Work Order ID: 57529 IIIIIIIIIIIIIIIIII 
Parent Item: — D3536-23 LANA AN 


Parent Item Name: Gasket Start Date: 4/08/10 Required Date: 4/15/10 
Comments: IPP Rev:A New Issue 07-02-14 JLM Start Qty: 12.00 Required Qty: 12.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty on “Remaining Qty Date uds eink 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
MNEO608.063 Purchased No 100 sf 378.0000 16.8821 
IIIIIIIIIIII:IIIIIIIIIIIIIIIIIIIIIII III Bisyo 
NEOPRENE SHEET 0.063 
Warehouse Loc Qty Loc Code 
Location È 
Main Warehouse 
MAT052 : 378 


114176 378 (UDO Lk 


Dart ES Ltd 


WORK ORDER CHANGES 


Approval! 
DATE | STEP PROCEDURE CHANGE [By | ome ay Chief Eng / appro 


PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


ET Beton - e E Verification | Approval | Approval 
Section C Chiet Eng QC Inspector 


DART AEROSPACE LTD 


Inspection Dwg: D3536 


Description: Gasket 


Rev: A 


Work Order: 


Page 1 of 1 


Part Number: 


FIRST ARTICLE INSPECTION CHECKLIST 


Nl Prototype 


[ x ] First Article 


kaha Tolerance Kia Accept | Reject dente? Comments 
52.85 +/-0.030 
48.20 +/-0.030 43 20 |x 
44.70 +/-0.030 UY to >= | 
39.31 +/-0.030 4431 A 
3392 , +/-0.030 | 33.49 |» 
28.53 +/-0.030 | 4.53 Y ik 
23.14 +/-0.030 SKI v | | 
14.25 > 
os | s ITT 
4.75 
8.00 +/-0.030 Ñ Oo > | 
U 
32.00 $ 
"39.00 5 
48.00 
0.30 +/-0.030 | 303 le T 
0.30 +/-0.030 BA L 
SÉ | 1.89 +/-0.030 LIB e 
20.19 |  +0.005/-0.001 AD ` 
| 


Rev Date Change Revised by | Approyed | 
A | 07.03.14 | New Issue KIIMA} | Cg | 


H:\FORMS\Quality Assurance\approved QA\FAI revD 


event. 


SSIYAXI IHL NO G3HddnS SI ON IVUINICIINOD ONY ZLVAId SI INIANIOO' SIHL 


'INI ‘WSN 3IVISOY3V Liv 4q 9002 @ vu6u/doo 


N@LUYM INOHLIM:NOSMId MIHLO ANY OL @ILYIINNNNO) YO 
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AIIdOI YO 3SOJYNA ANY MOI CASN 38 OL JON SI ll IYHL NOLIONOI 
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-DETAIL A 
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Ñ yo 
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po? 
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1.45 


1) MATERIAL: BLACK NEOPRENE SHEET, 1/16 THICK, 60 RO.06 (TYP) 
DUROMETER (REF DART SPEC. M--NEO60-S.063) 
2) FINISH: NONE e 


3) PART IS SYMMETRICAL ABOUT € RO.25 
4) TOLERANCES ARE PER DART QSI 018 UNLESS TOOLING NOTCH 
OTHERWISE NOTED (TYP) 


5) ALL DIMENSIONS ARE IN INCHES 
6) IDENTIFY WITH DART P/N USING A WHITE FINE POINT 
PERMANENT INK MARKER 


7) SEE PAGE 6 FOR DETAILS AND SECTION 


VM 'NIOTOYH Ladd 
'INI ‘WSN 3IVdSOYIV LYVO 


Wi 57524 


Lean principle 


To be able to produce exactly: 
° what is required 
° when it is required 
° the quantity required 
by the next step in the process. 


Once a job started, it should ideally never stop 


DART AEROSPACE USA, INC. 
PORT HADLOCK, WA 


KA 
ZU 
š 

en 
z 
É 


A 


REV. 


DRAWING NO. 
D3536 


TIILE 


Li 


2 


CHECKED 


Fit 


06.10.25 


DATE 


GASKET 


b LSLS AM 
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Copyright O 2006 by DART AEROSPACE USA, INC. 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 


OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


COPTERS MAINTENANCE LTD. 


Value stream mapping 


* Value stream mapping is the best way to 
identify where the high payoff opportunities 
are, yet value stream mapping is the lean tool 
most likely to not be used by companies doing 
pretend lean! 


